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WHAT IS CLAIMED IS: 
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A part measurement system comprising: 

a press machine including a lower die couplejKo an upper die, wherein the 
lower die includes a top surface supporting a steip of material to be formed into a 
part after a stripper plate coupled to the imp^ die contacts the strip of material; 

a part measurement sensor lop&ed in the lower die, wherein the sensor 
measures a critical dimension o^e part while the part is in the lower die; 

a part forming rail cja^pled to the lower die, wherein the forming rail and 
the upper die form the oniicdX dimension of the part; and 

a press controller coupled to the press machine and the sensor, wherein the 
controller presses a measurement signal from the part measurement sensor of 
the criticakdimension of the part, compares the measurement signal to a 
predefOTnined threshold value, and generates a conmiand signal to the press 
^hin e to adjust the forming rail based on the measurement signal. 



The measurement system according to clairnj.<^<^erein the forming rail is 
coupled to a servo and the/^ess controller adjusts the servo based on the 
measurement from the sen^F^the critical dimension of the part. 
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The measucerfTent system according to claim 2, wherein the upper die includes a 
cer that contacts the forming rail to form the critical dimensio n of the part. 



1 
2 



The measurement system to claim 1, wherein the sensor is an analog output 
proximity switch located in the lower die. 
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5. 



The measurement system according to claim 1, wherein the press machine is a 
progressive punch press. 



The measurement system ^cordin^^ claim 5, wherein the sensor generates a 
first measurement signaCD^oj>TO the upper die punching the strip of material and a 
second measurement si^ial after the upper die punches the strip of materiaL- 



The measurement system acpdrding to claim 6, wherein the press controller 
generates an average m^urement signal based on the first measurement signal 
and the second mea^ement signal. 

The measurement system according to claim 7, wherein the press controller 
compares the average measurement signal to the predetermined threshold to 
determine whether to adjust the forming rail. 



The measurement i 
first measurement : 
degrees. 



according to claim 6, wherein the sensor generates the 
lal when the press machine is between 130 degrees and 150 



10. The measurement system according to claim 9, wherein the sensor generates the 
second measurement signal when the press machine is between 180 degrees and 
360 degrees. 



1 . A part measurement system comprising: 

a press machine including a lower diexJoupled to an upper die, wherein the 
lower die includes a top surface supportiiig a strip of material to be formed into a 
part after a stripper plate coupled to^e upper die contacts the strip of material; 

a part measurement sengOT located in the lower die, wherein the sensor 
measures a critical dimen^i^ of the part; 

a part formirWail coupled to the lower die, wherein the forming rail and 
the upper die forai the critical dimension of the part; and 

a pmgs controller coupled to the press machine and the sensor, wherein the 
controU^processes a measurement signal fi-om the part measurement sensor of 
the mtical dimension of the part, compares the measurement signal to a 
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predetermined threshoki^lue, and generates a command signal to the press 
machine to adjust l^fe forming rf^j l haseH on the Tnp';^R i irpm p nt <;i gnaV: 



1 12. The measurement system according to ciam>4% wherein the sensor measures the 

2 critical dimension of the whikAe part is in the lower die. 

1 13. The measuremen^^ystem according to claim 12, wherein the forming rail is 

2 coupled to.-ar^rvo and the press controller adjusts the servo based on the 

3 measiirement from the sensor of the critical dimension of the part. 




The measurement sys|brii a^(?drding to claim 13, wherein the upper die includes a 
knocker that contacts ^Torming rail to form the critical dimension of the part. 



1 15. The measurement system to claim 1 1 , wherein the sensor is an analog output 

2 proximity switch located in the lower die. 

1 16. The measurement system according to claim 1 1 , wherein the press machine is a 

2 progressive punch press. 



1 17. The measurement swtem acco^ing to claim 16, wherein the sensor generates a 

2 first measurement ^^l^or to the upper die punching the strip of material and a 

3 second measurement ^fena l after the upper die punches the strip of material. 



18. 



The measurement system accpraing to claim 17, wherein the press controller 
CvV^ generates an average m^a^ement signal based on the first measurement signal 



and the second mejt^rement signal. 
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19. 



The measurement system according to claim 18, wherein the press controller 
compares the average measurement signal to the predetermined threshold to 
determine whether to adjust the forming rail. 
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20. The measurement system according to claim 19, wherein the sensor generates the 
first measurement signal when the press machine is between 130 degrees and 150 
degrees. 

21. The measurement system according to claim 20, wherein the sensor generates the 
second measurement signal when the press machine is between 180 degrees and 
360 degrees. 



A method of measuring a critical dimension of a part in a press padchine, the 
method including the steps of: 

feeding a strip of material through the press marfwiie, wherein the machine 
includes a lower die coupled to an upper die and the^lower die includes a top 
surface supporting the strip of material; 

forming the strip of material into thwart, wherein a stripper plate coupled 
to the upper die contacts the strip of ni^rial and the upper die punches the strip 
of material; 

measuring the critical dimension of the part with a part measurement 
sensor located in the lower/oie; 

processing a measurement signal from the part measurement sensor of the 
critical dimensions the part, wherein a press controller compares the 
measurement signal to a predetermined threshold value, and generates a command 
signal to ti^e press machine; and 

Adjusting a forming rail coupled to the lower die based on the command 
.sjg j^al from the press controller. , — 



1 23. The method according to claim 22, wherein thp^orming rail is coupled to a servo 

2 and the press controller adjusts the servo^b^ed on the measurement from the 

3 sensor of the critical di^^feion of^^art. 

1 24. The method accordineidclaim 23, wherein the upper die includes a knocker that 

1 contacts the iQxm(^% rail to form the critical dimension of the part. 



1 25. The method according to claim 22, wherein the sensor is an analog output 

2 proximity switch located in the lower die. 

1 26. The method according to claim 22, wherein the press machine is a progressive 

2 punch press. 



1 27. The method acccyuing to chim 26, wherein the sensor generates a first 

2 measurement sigrmppdr to the upper die punching the strip of material and a 

3 second measuremmt signal after the upper die punches the strip of material. 



1 28. The method according to claim 27, wherein the press controller generates an 

2 average measurement signal based on the first measurement signal and the second 

3 measurement signal. 

1 29. The method according to claim 28, wherein the press controller compares the 

2 average measurement signal to the predetermined threshold to determine whether 

3 to adjust the forming rail. 

1 30. The method according to claim 29, wherein the sensor generates the first 

2 measurement signal when the press machine is between 130 degrees and 150 

3 degrees. 
1 

1 31. The method according to claim 30, wherein the sensor generates the second 

2 measurement signal when the press machine is between 180 degrees and 360 

3 degrees. 




